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© УУогк Order ID 85323 BR š 3 2 аю Page І 
June- -05- 12 3:40:52 РМ E 
zien їр; ‚ D407- 667- 205TRN APRÉS o * Setup Start Ж * 
Revisión ID: №9000401 nn NS1 
frem Мате: Crosstube Turning Detail stop * N Q 2 * 
Start Date: 05/06/2012 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 19/06/2012 | Req'd Qty: 1.00 * 4 * Customer: 
. Reference: 
I - таа BE ыл i ; I ЕЯ Run Start. д * 
Approvals: Process Plan: мб _ Рае: 17. 5/06 Tooling: SEE Date: _ N р 1 
år р Sto 
QC: Date: SPC(YIN: … Date: і *NR^2* 
Sequence ID/  Орегайой | | Set Up/ Tool# Plan Accept Reject Reject Insp. | 
¿Work Center ID Description Run Hours Code Qty Number Stamp 
Draw Nbr Revision Nbr . | 
| D407-667-245 Rév Е | 
100 я " . | | 
*10n* MORI SEIKI CNC LATHE B а 
Mori Seiki Mss ud 
Mori Seiki CNC Lathe Large I-Fill tube wi with sand & install us З 
их " 2-Turn first side as per Folio F 
Пед 3-Blend transition lines only, **do пд&$ P 
FOLIO REV: 
DWG REV: k ў 
*Use mill bastard file, brush file — with filê ‘card. 
*Do not use sandpaper coarser than 320 Brit: ps 
110 0.00 
*14410* 
QC 


Quality Control + 


ta (2-7 


| Dart Aerospace Ltd 
WORK ORDER CHANGES nu 
Approval 


Approval 
| DATE | | DATE | STEP PROCEDURE CHANGE | Date | oy Chief Eng/ | ос 
Prod Mar nspector 


Part No: y 12402-47-205 67-2 15У03-467-205 ‚РАЯ #: . Fault Category: we Lansa na аьЬумсв Уу (ve Мо ООА: ХХ Date: /2/00] 55 
Resolution: Sc^ ^-^ Disposition: S c^ QA: N/C Closed: 2! Date: (2; 2 
WORK ORDER NON-CONFORMANCE (NCR) 253 3 


Taar Corrective Action Section B PTT 
Description of NC — - Verification | Approval | Approval 
owes Section А "nu Acton Deae рю [ RE Section C Chief a QC Inspector 
? B ief Eng р 


Sign & 
Date . ЖИ 
"m 15 krna | бы Үч Su QAS 
^ à » 2 l “h. ( 
x oS behe Метео KA 
21052 « 


Де Du. ho chepe d Jah. 
wat iks chulo end ВА 
wien Ve hal sha v Dame: 


kr 129 ° ое» pipah Pb Seng 
AAA ЗА мл: 


| NOTE: Date & initial all entries ` 


HMFORMSQuality Assurance\approved QAWCRWO RevE 


+ 


Work Order ID 85323 
June-05-12 3:40:52 PM 


Item ID: D407-667-205TRN Accept 


*R5323* 


Page 2 


*Nonnnan100* ses *NIS1* 
Revision ID: - 
Item Name: Crosstube Turning Detaii Stop * N S 2 * 
Start Date: 05/06/2012 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 19/06/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
NORD тга т КЕЕ ü E E cuc TTT - Run Start 4 * 
Approvals: Process Plan: _ | 2 Date | Tooling: X Date: | М R 1 
Sto 

ос: | Date: _ |... SPC (YIN: Date: E P چ‎ N R 2% 
Sequence ID/ Operation I s Set Up — | ToolID Tool# Plan Accept Reject Reject insp. | 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 


120 0.00 
MORI SEIKI CNC LATHE LARGE 
*120* 


Mori Seiki 
Mori Seiki CNC Lathe Large 


Memo 0.00 
1-Turn second side as per Folio FA248 


2-Blend transition lines only, **do not sand whole tube**: 
*Use mill bastard file, brush file repeatedly with file card. 


*Do not use sandpaper coarser than 320 grit. 
FOLIO REV: 
DWG REV: 


3-Remove sand and plugs 


4-Scribe part # and batch £ using vibrating stylus as рег Dwg D407-667-245 


Inside of Cuff(Donot engrave on outside of tube) 


130 QCI- Inspect dimensions to dimension sheet 0.00 
*130* 
QC Memo 0.00 
Quality Control 


PRAL 
22725 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Approval 
Qty | chief Eng/ 
Prod Mgr 


Part No: РАВ #: Fault Category: МСА: Yes Мо ООА: __. Date: 


` Resolution: Disposition: ` QA: N/C Closed: Date: 


| = Corrective Action Section B 
Description of NC - 
DATE | STEP рудні Initial Action Description 
Chief Eng Chief Eng 


NOTE: Date & initial all entries 


H:WFORMS\Quality Assurance\approved QANCRWO RevE 


I ç. 
Approval 
QC Inspector 


Verification | Approval 
Section C Chief Eng 


я 


+f 


Work Order ID 85323 


85323» 


Page 3 
June-05-12 3:40:52 РМ 
Item ID: D407-667-205TRN Accept * * Setup Start Ж * 
Revision ID: №9000401 00 NS1 
Item Name: Crosstube Turning Detail Stop ж N © 2 * 
Start Date: 05/06/2012 Start Qty: 1.00 ках Cust Item ID: 
Required Date: 19/06/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
on i x u 7 Ht SST ее Run Start 4 * 
Approvals: Process Plan: M Date ... Tooling: PEERS Date _ М R 1 
Stop 
ОС: _ Е Date SPC (Y/N): Date: 00 * N R 7 * 
Sequence ID/ ` Operation Й Set Up/ й Tool ID Tool# Plan Accept Reject “Reject | Insp. o 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
140 QC8- Inspect parts - second check 0.00 
*1A0* PH 
QC Memo 0.00 
Quality Control 
145 0.00 
*1AR* | EM 
Crosstubes Memo 0.00 
Crosstubes Grind off circumferential machining marks longitudinally. 
150 Crosstubes Chemical Conversion 0.00 
*4Rü* " 
HandFXtube Mamo 0.00 


Hand Finishing Crosstubes 


Ensure no sand is in the tube before alodine. 


Dart Aerospace Ltd 


WORK ORDER CHANGES | дв 


Арргомаї 


DATE | STEP Chief Eng / Approval 


Prod Mar QC inspector 


Part No: PAR fi: Fault Category: NCR: Yes Мо РОА: Date: 


Resolution: Disposition: ` QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Seco g A Verification | Approval | Approval 
о & Section С Chief Eng | QC Inspector 
ate 


NOTE: Date & initial all entries 


HMFORMSQuality Assurancelapproved QANCRWO RevE 


з т 


$95 
ZEE" Setup Start Медж 


Work Order ID 85323 
June-05-12 3:40:52 РМ 


Item ID: D407-667-205TRN ве IKIGA GAAS 
Revision ID: N 900040 1 ON 


Item Name: Crosstube Turning Detail Stop +¢ N S 2 * 
Start Date: | 05/06/2012 Start Qty: 1.00 *1* Cust Нет ID: 
Required Date: 19/06/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Кре ces VeL SEEREN ЕН кА, 90 =: кырсы а de s Run Start 4 * 
Approvals: Process Plan: __ . .. Date | Tooling: CM Рае: — : М R 1 
Sto 

QC: рае SPC(YIN): "P рае: і *NR^2* 
Sequence ID/ | E Operation EX I Set Up/ Ë ToolID || Tool& Plan | Ассері Reject Reject i Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
160 QC7-Inspect Chemical Conversion Coat 0.00 
*1RN* TERRE " ___ 
QC Memo 0.00 


Quality Control 


170 0.00 
Packagin 
* 4 7 OF ging mE | m 
Packaging Memo 0.00 
Packaging Identify and stock in kanban rackLocation: 
180 QC21- Final Inspection - Work Order Release : 0.00 
*180* | 
QC Memo 0.00 


Quality Control 


Dart Aerospace Ltd | з 
WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE By Chief Eng / о n 


Part Мо: PAR fi: Fault Category: МСА: Yes Мо ООА: Date: 


Resolution: Disposition: ` QA: N/C Closed: Date: 


Corrective Action Section B Verification 
Section C 


NOTE: Date & initial all entries 


HMFORMSQuality Аѕѕигапсе\арргочеа QANCRWO RevE 


IS З LIMEN " СОГ НИИТИ PES NA й EA mu p" 


` 


t 


. Picklist Print | 


Page I 
June-05-12 3:40:56 PM 
Work Order ID: 85323 *9537 Qk 
Parent Item: D407-667-205TRN | *D407 667 205TR N * 
Parent Item Name: — Crosstube Turning Detail Start Date: 05/06/2012 Required Date: 19/06/2012 
Start Qty: 1.00 Required Qty: 1.00 

Comments: IPP Rev:A 08-03-06 newissue DD verified by:ec 

ІРР RevB 08.04.02 Removed polish EC verified by: DD 

ІРР Rev:C 08-08-19  revE as per dwg DD verified Бу: ЕС 
Component Item ID/ Replacement | Mfg/ Bin Primary Last Route Unitof | Обуоп Qty per Kit Total Qty Date Status 
Item Name Item ID Purch ]tem Location Location Seq ID Measure Qty Issued Issued 
D6011-115 Manufactured No 120 Each 45.0000 1 1 


*D6011-115* 


Crosstube Material 


Location Loc Qty 

FG 26 
69802 26 

LG 19 
65180 l 


FE 18 


хх 


Loc Code 


——{—— mau .L уч fas 


Dart Aerospace Ltd | 
WORK ORDER CHANGES 


Approval 


DATE | STEP | PROCEDURE CHANGE m Chiet Eng/ | Approval 
E nspector 


Prod Mgr 


Part No: PAR fi: Fault Category: NCR: Yes No DQA: Date: 


Resolution: . Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B у eod cation ES 


Wx Va of NC mm 
СЯ Wx Va A Initial Action Description Sign & eod C Chief E QC mm 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSYQuality Assurance'approved QANCRWO RevE 


AOSPACE LTD 
j 
h: Crosstube Assembly 


Work Order: 
оъ: ER с зво 
: |  D407-667-245 | 

EEE E 


Part Number D407-667-245 
ا‎ 


Р ا‎ FIRST ARTICLE INSPECTION CHECKLIST 


[x] First Article | | | Prototype 
i Actual 
B iaa Иса Dimension Accept | Reject Е Comments | 
2.490 +0.005/-0.000 |. 45 |. — | | 
1822—0000 Ц.530 | 7 | | LLL 
тез | 10.0050.000 || $40 | 7 | | р TT 
2.052 +0.005/-0.000 | 2 (25 я 
2.206 +0.005/-0.000 | 2,2. 1 Ü Е = 
= 2.521 +0.005/-0.000 
o 2.633 *0.005/-0.000 
410 000 | І | | | 
1.978 ma а сг ОИ 
26 | 70000000 50 | | | |. 
0125 000 ВО Л OZ | [L T TTT 
mu | ooo Lopa L | ОИ ПИ 
Roso | wooo | -$90 | 7 | | TTT 
| 2490 | +0.005/-0.000] | | Р  . [| ^ 
Is 1832 [99000 | | 
| Р и З epp бо | о 


і +0.005/-0.000 | 
| 2.052 +0.005/-0.000 
j | 2.206 +0.005/-0.000 
| 2.521 +0.005/-0.000 


2.633 +0.005/-0.000 


— Е 
4.978 


| 2.040 «0000-0010 | | 
| 0.125 | +/-0.010 
80.063 


SIDE В 


R0.500 +/-0.010 | | 
112.91 +/-0.020 7 9 


04.04.21 KJ/RF кез l 


30 | Tolerance revised for 4.978 dimension 


06.03.09 | Dwg KJ/JLM а 
06.03. | 


- НАЕОВМ$\Оцаму'Аззигапсе\арргомеа QA\FAIB Rev А 


) 
2) 


15) 
16) 
17) 


ROCKWELL SPECIFICATION RBO-120-023 
ADHESIVE (TEXTRON/BELL SPEC. 299-947- 
100, TYPE 11, CLASS 2 ADHESIVE 


GENERAL NOTES: 


MATERIAL: MANUFACTURED FROM D6011-115 
FINISHED LENGTH = 112.91+0.020 

FINISH: CHEMICAL CONVERSION COAT PER DART QS! 005 4.1 

PRIME INSIDE AND OUTSIDE PER DART QSI 005 4.2 

PAINT OUTSIOE PER DART QSI 005 4.2 
TOLERANCES ARE PER DART QS1018 UNLESS OTHERWISE NOTED. 
UNITS: INCHES UNLESS OTHERWISE NOTED. 
BREAK SHARP EDGES: 0.005 TO 0.010 МАХ. 
IDENTIFICATION: SCRIBE DART PART. NUMBER *D407-667-245" AND BATCH NUMBER ON 
INSIDE OF CUFF USING VIBRATING STYLUS. 
WEIGHT: 27.7 Ibs 
PART 15 SYMMETRIC ABOUT CENTERLINE. 
RUN-OFF PART. BLEND OUT EDGE LONGITUDINALLY, TRANSITION SHOULD BE SMOOTH. 
BEND PROGRESSIVELY WITH A MINIMUM OF 6 PASSES. MAXIMUM TUBE FLATTENING DUE TO 
BENDING IS 6% BASED ON O D. * 
LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSSTUBE PER 251 038. 
INSTALL D2894-1 CENTER SUPPORT USING A 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 
6398 PER QS1015. LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO 
PACKAGING. b 5 
INSTALL MS21920-25 CLAMPS WITH D3595-063-430 RUBBER CUSHIONS ТО SECURE D2894-1 
SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMPS ARE OPPOSITE CROSSTUBE 
SUPPORT. А 
NOTE: М521920-24 CLAMPS САМ BE USED ТО АССОММОРАТЕ VARYING DIAMETERS. 
ENSURE THERE IS A MINIMUM OF 1.5 THREADS IN SAFETY ON THE NUTS. 
EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE 
OUTSIDE SURFACE MUST BE SMOOTH AND FREE FROM SURFACE DEFECTS SUCH AS 
SCRATCHES, NICKS, OR DENTS. DEFECTS UP TO 0.005" MAY BE BLENDED OUT 
LONGITUDINALLY. CIRCUMFERENTIAL GRIND MARKS ARE UNACCEPTABLE. 
INSTALL D2856-400-773 ABRASION STRIP WITH А 0.13 (REF) GAP ON BOTTOM SIDE OF 
CROSSTUBE, PER QSI 035. s 
INSTALL D3190-1 CHAFING SHIELDS SO THAT OVERLAP IS ON BOTTOM SIDE OF CROSSTUBE 
OPPOSITE D2894-1 SUPPORT. Sag 
TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS ARE SHOWING IN 
SAFETY AND THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


REFORMAT NOTES TO NEW STANDARDS (ZN 88-1); 08.11.06 
RELOCATED FLAG й 6 (ZN A8-3) PER МСК 210; 

REMOVED REF. & ADD TOLERANCES (ZN C6-3, C4-3 & 

02-3) 


8.02 AND 8.53 WERE 8.40 AND 8.90 (ZN 05-2); B 
REORGANIZED VIEWS AND REFORMATED DRAWING 
TO CURRENT STANDARDS. 08.07.24 
REASONS: CLAMPS MOVED 0.375 TOWARD CL TO PM Я 
c 
B 


ELIMINATE INTERFERENCE WITH AIRCRAFT MOUNTS. 
REFERENCE: FAR#08-21 AND ECN#1225 


ADD VIEW FOR OEM SKID HOLES, ROTATE 
ORIENTATION OF CLAMPS SECTION Р-Р, REMOVE . 
-851 ABRASION STRIP, ADD MAGNOBOND 6398, ADD . 
CUSHION 


'| ADD HOLES AND NUT PLATES FOR 
COMPATIBILITY WITH BHT/AA SKIDTUBES 


PH 07.02.07 


PH 05.07.26 


ADD CHAFING SHIELD CP | 03.05.21 
A | NEWISSUE d: 

. DESCRIPTION 
[pesien | | 47 | DART AEROSPACE LTD А 
DRAWW | RF | HAWKESBURY, ONTARIO, CANADA 
[cHeckeD | g DRAWING NO. REV. F 
[MFG:APPR. |  ,— | 0407-667-245 SHEET 1 OF 4 


APPROVED | Z | ПЕ SCALE 
DE APPR. "ad CROSSTUBE ASSY (407 HIGH AFT) NTS 


DATE COPYRIGHT © 2092 BY DART AEROSPACE LTD 
08 1 1 06 тиз DOCUMENT ІЗ PRIVATE АМО CONFIDENTIAL AND 19 SUPPLIED ON THE EXPRESS CONDITION THAT fF IS: 
. . NOT TO BE USEO FOR ANY PURPOSE OR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PERUISBION FROM DART AEROSPACE LTD, 


2 1 


. 8 7 Й 6 5 4 3 2 1 
- ` s 
A 
MS21920-22 CLAMP, 2 PL 
А 02856-400-773 ABRASION STRIP D28944 SUPPORT [12> 
. 03190-1 CHAFING STRIP 03595-063-430 RUBBER CUSHION, 2PL 
IPE B с MS21920-25 CLAMP. 2 PL 2 
: 4.00 4 7 S 2 2 
0407-667-605 I 
А - 
"Жл 0407-667-245 
No 0407-667-245. E 
ASSEMBLY DETAIL M 
c (VIEW LOOKING FWD) 
02873-043 02873-043 
NUT PLATE m FWD NUT PLATE A 
MS20601AD4W8 і س‎ MS20601AD4W8 
RIVET ,4 PL D2894:1 SUPPORT. FÅ | RIVET , 4 PL 

(127 APPLY MAGNOBOND 

BETWEEN 02894-1 AND 
VAN CROSSTUBE 

MS21920-25 CLAMP 
02873-045 REF D2873-045 
NUT PLATE A NUT PLATE 
B MS20601AD4W8 VAN MS20601AD4WB 
RIVET, 3PL ВІМЕТ, 3 PL 
D3595-063-430 RU3BER 
CUSHION 
рта VIEW А-А CUFF DETAIL A REF. соз MEW 0-0 CUFF DETAIL ` à 
SCALE 4X SCALE 4X : ` 
MS Ө АПК 
SCALE 4X 
^ +. 
02856-400-773 
ABRASION STRIP. 
REF ` E 
Š MS21920-22 CLAMP Ы 5 
REF ревом | | 4 | DART AEROSPACE LTD М 
ну" і HAWKESBURY, ONTARIO, САМАРА 
a SECTION BB CHECKED | (f Говлммо мо. REV. F 
" : : MFG. APPR. | Æ _ | 0407-667-245 | SHEET 2 OF 4 


APPROVED | 7747 TITLE SCALE 
ОЕ АРРА | K |CROSSTUBE ASSY (407 HIGH AFT) NTS 


ї COPYRIGHT © 2002 BY DART AEROSPACE LTD 
DATE" 08.11 06 PER DOCUMENT а тамал AND CONGENITAL AND а SUPA EO OM Пе боже CONDITON THAT TS 
11. Е О ОПАЛ РЕНАТ 
in 


PERMISSION FROM DART AEROSPACE LTD. 


2 1 


PILOT 20.128 VAN VAN PILOT Ø0.128 
C'SINK Ø0.225X100" 


C'SINK @0.225X100° 
R19.011.0 
19.46 REF а 47.91" REF NN 
(487mm) (455mm) ALONG ү. 


3PL 
CENTERLINE 


N 19.39 REF 
25.0020.13 £ Y (493mm) 23.821013 


00.3230 005 00.3239 99 
HOLE ТО BE ALIGNED WITHIN +0.001 45.9240.13 HOLE TO BE ALIGNED WITHIN 20.001 
OF HOLE ON OTHER SIDE OF CUFF 


OF HOLE ON OTHER SIDE OF CUFF 
ep 47.0020.13 2PL 


SEE DETAIL E € A SEE DETAIL J 
DETAIL E са 


SCALE 4X 94.00:0.25 633 "SCALE 4X 
(VIEW LOOKING FWD) D407-667-605 (VIEW LOOKING FWD) 
BENDING AND DRILLING DETAIL 


(VIEW LOOKING FWD) й 
A 003235 $55 90.32370,005 A | Å 
HOLE ТО ВЕ ALIGNED WITHIN 20.001 HOLE ТО ВЕ ALIGNED WITHIN 20.001 


OF HOLE ON OTHER SIDE OF CUFF OF HOLE ON OTHER SIDE OF CUFF 
3PL 3PL 


+0.005 


663 


" " 

20.323050 A 50.3239995 

HOLE TO BE ALIGNED Р HOLE ТО BE ALIGNED 

WITHIN 40.001 OF HOLE WITHIN 40.001 OF HOLE 

ON OTHER SIDE OF CUFF PLLOT 00.128 A AAN aor goiz ON OTHER SIDE OF CUFF 

?PE C'SINK 20.225X100* C'SINK 20.225X100* 206 
4 РІ. 4PL 


вез VIEW G-G 813 VIEW L+ 
(VIEW LOOKING AFT, ROTATED) (VIEW LOOKING AFT, ROTATED) 
VIEW F-F: ` Р 


VIEW K-K: 
° CUFF DETAIL 2 . °" CUFF DETAIL 


Безо | @ DART AEROSPACE LTD 
HAWKESBURY, ONTARIO, CANADA ` 
[crece — | «Й [клина no. REV. F 
МЕС. APPR. | Æ _ 10407-667-245 SHEET 3 OF 4 
—^ APPROVED | 72477 [те SCALE 
o, SECTION HH ОЕ АРРА. | < |CROSSTUBE ASSY (407 HIGH AFT) Ts 


COPYRIGHT @ 2002 BY DART AEROSPACE LTO 
DATE 08.11.06 тиз DOCUMENT É PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION WAT IT FS 
.11. NOT TO GE USED коя ANY PURPOSE OR CORO БА СОМЫЛ VG fer еле 
ЕЖА 


` j] 


- 


^ 


SEE DETAIL M 
ATA 


R100.0 TRANSITION 
BETWEEN TAPERED 
SECTIONS 


R100.0 TRANSITION 
BETWEEN TAPERED 
SECTIONS 
8100.0 TRANSITION 
BETWEEN TAPERED 
SECTIONS 


[74 

8 8 

Е а La 
2 

E] $ 

о bd 

2 ЧО 

5 ч 

8 3 


Be, 18329990 


0.000 


0.125 J 


LE» 30° CHAMFER 


R0.063 


084 DETAIL М: CROSSTUBE CUFF 


STOCK 
er " и 
1838560 | 1892955 2052298 2206905 ETT № 
e SEE DETAIL Р 
з 8 Ë A24 
о 
5 š 8 `8 Š TAPER UNIFORMLY FROM 
I M $ $ $ OD — 2.633205 REF THROUGH ТО 2.790 44 REF 
5 © Е 3 8 RUNNING OFF PART c 
2 БУ N S 
& © $ 
D407-667-245 MACHINING DETAIL 
2.4902 5 gu Š 
sS SES 1 
R0.50 
| 2.633 200 2.750 9205 21790929 
yo 00 {®———---+--—-------{----------------—-- 
> 
є 1.832095 REF B 
R100.0 
-REF 
A 
SEEDETAILN— з 2 
б ü о ATTACHED 
864 DETAIL М: CUFF TRANSITION сіл DETAIL Р: TAPER RUN-OFF É 
SCALE 3X SCALE 2X NOT TO SCALE 
| d 
A 


pesen | 47 | DART AEROSPACE LTD 
HAWKESBURY, ONTARIO, CANADA 
[cca | ¿f forane no, REV. F 
МРС. APPR. | Z n | 0407-667-245 SHEET 4 OF 4 
APPROVED | 7747 | me SCALE 
ОЕ АРРА | | J—- |CROSSTUBE ASSY (407 HIGH АРТ) NTS 
DATE COPYRIGHT © 2002 BY DART AEROSPACE LTD 
08.11.06 р NA ОТА PEAS ИМӘ 
НЕЕ 


THIS DOCUMENT t$ PRIVATE AND CONFIDENTIAL AND I$ SUPPLIED Ом THE EXPALSE CONDITION THAT (T IS 
6 5 4 3 2 1 


і 
| 


e. š 


25325 


DRAWING NO. [THE >Io, REV.F| DART AEROSPACE LTD |02.£0. No. SHEET КО. SCALE 

D407-667-245 | | CROSSTUBE ASSY (407 HIGH AFT) ENGINEERING ORDER D407-667-245-F-1 SHEET 1 OF 2 NTS 
am У С — 47 — rose ж (ы „Ж — eee - o 
DATE 11.04.08 DATE 11.04.12 DATE . 11.04.12 .|DATE 11.04.12 


PURPOSE: 
REMOVED ABRASION STRIP ІМ FAVOR OF А THIN LAYER OF PROSEAL 890. 


CHANGE: 


PARTS LIST IS AMENDED AS FOLLOWS: 


IS: 
-245 
ас SE 


Е ~1] 
| 3 | 0 1[02856-400-773 ABRASION STRIP 
BEER E | 


[== А 
| 2 [02856-400-773 ABRASION STRIP 
ее са 


| 


NOTES 2 AND 15, SHEET 1 ARE AMENDED AS FOLLOWS: . 


13: 


2) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART QSI 005 4.2 
MASK UNDERSIDE OF CROSSTUBE AS SHOWN (HATCHED AREA) AND 
PAINT OUTSIDE PER DART QSI 005 4.2 
REMOVE MASKING AND APPLY CLEAR COAT 


45) APPLY А THIN COAT OF PROSEAL 890 ON INSIDE CONCAVE SURFACE OF 03190-1 
CHAFING SHIELDS AND LET CURE PER MANUFACTURER'S INSTRUCTIONS. INSTALL 
PROSEALED D3190-1 CHAFING SHIELDS ONTO CROSSTUBE BY APPLYING A THIN COAT 
OF PROSEAL 880 ONTO CROSSTUBE. BE SURE TO ELIMINATE ANY AIR GAPS. 


WAS; 
2) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 


PRIME INSIDE AND OUTSIDE PER DART QSI 005 4.2 
PAINT OUTSIDE PER DART 051 005 4.2 


15) INSTALL 02856-400-773 ABRASION STRIP WITH A 0.13 REF GAP ON BOTTOM SIDE OF 
CROSSTUBE PER QS! 035. 


COPYRIGHT © 2011 BY DART AEROSPACE LTD ` 
THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT IT ІЗ 
NOT ТО BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 

WRITTEN PERMISSION FROM DART AEROSPACE LTD. 


| DRAWING NO. TITLE | | REV. Е DART AEROSPACE LTD 0.Е.0. NO. SHEET МО. | SCALE 

D407-667-245 | | CROSSTUBE ASSY (407 HIGH AFT) ENGINEERING ORDER _ | D407-667-245-F/4 SHEET 2 OF NTS 
pew о ее о ром Z — APPROVED AW wm о | 
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PURPOSE: . | 
REPLACE MAGNOBOND WITH 3M DP460 SCOTCH-WELD ЕРОХУ ADHESIVE 


CHANGE: 


IS: | 
Qty | Рай Number Description 
-245 


ре ج و ر ا[‎ 
| 12 | АВ | SCOTCH-WELD DP460 EPOXY ADHESIVE, 3M SCOTCH-WELD 


WAS: | 
EEE EEE E TS E E 
12 А/В | MAGNOBOND 6398 ROCKWELL SPECIFICATION RBO-120-023 
і ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
TYPE 11, CLASS 2 ADHESIVE 


NOTE 12 & 17, SHEET 1 IS AMENDED AS FOLLOWS: 


IS: 
12) INSTALL D2894-1 CENTER SUPPORT USING A 0.04" TO 0.07" THICK LAYER OF SCOTCH-WELD DP460 
PER QSI 015. LET CURE FOR 24 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. PRIOR TO PACKAGING, RE-CHECK 
TORQUE ON CLAMPS AFTER ADHESIVE HAS CURED FOR 24 HOURS. 


WAS: 


12) INSTALL D2894-1 CENTER SUPPORT USING A 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 
PER QSI 015. LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS ARE SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 
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